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[57] ABSTRACT

A hot-melt adhesive line and an article of manufacture
including the same are made up of one or more bundles
of fibrous strands (49% by weight) and hot-melt adhe-
sive to effect interfibrous adhesion after heated disper-
sion throughout the fibers of the strands. The line has an
extruded outer layer of compacted adhesive to enclose
the strands of the bundle and to adhere by uniform
spreading of the entire strand onto a container surface.
Typically, 1000 strands of man-made material are in-
cluded in a hot-melt adhesive line that is 0.024 inch in
diameter. Adjoined, side-by-side strands provide tape
one-half inch in width.

16 Claims, 9 Drawing Figures




4,267,228

Sheet 1 of 2

U.S. Patent May 12, 1981




U.S. Patent May 12, 1981 Sheet 2 of 2 4,267,228

FIG 6 | . FIG. 5




4,267,228

1

METHOD FOR PRODUCING TEAR TAPE AND
SEAL AND TEAR LINE FOR PACKAGING

CROSS-REFERENCE TO RELATED
APPLICATION '

This application is a continuation-in-part of applica-
tion Ser. No. 13,577, filed Feb. 21, 1979.

BACKGROUND OF THE INVENTION

This invention relates to a hot-melt adhesive line and
an article of manufacture including the same to provide
reinforcement, a tear line and/or seal line for packaging
wherein the hot-melt adhesive line is comprised essen-
tially of at least one bundle of fibrous strands and a
sufficient amount of hot-melt adhesive for interstrand
adhesion and for a compacted coating on the bundle of
strands to form a predetermined shape to the line to
undergo lateral spreading when reheated and under an
applied force.

While not so limited, the hot-melt adhesive line of the
present invention is particularly useful to reinforce and-
/or strengthen one or more walls of a packaging con-
tainer and useful to form a package seal element and/or
a tear element for opening a packaging container. Cor-
rugated cartons used for packaging are cumbersome to
reinforce from the standpoint of both expense and effec-
tiveness. Stressed areas in a corrugated carton are usu-
ally reinforced by using heavy liners or a multi-wall
construction. Not only are the stressed areas reinforced,
but also the entire carton. As a result, unnecessary bulk
and weight are added to the container. Such measures
for reinforcing stressed areas of a carton also increase
the cost without a significant improvement to the wet
strength, bulge resistance, durability and loading
strength.

To overcome these shortcomings and disadvantages,
the present invention provides a hot-melt adhesive line
and an article of manufacture including such line for
packaging which dispenses with the need for expensive
paper stock by utilizing high tensile strength filaments
and hot-melt adhesive to add reinforcement to a corru-
gated container or the like either during the manufac-
turing process for the container or after manufacturing
by the sample addition of heat to activate the thermo-
plastic adhesive for bonding after lateral spreading
under an applied force at the desired site. In this way,
reinforcement is readily achieved at critical stress points
to adapt the carton for specific needs. Moreover, a
package seal line is easily added and the same line may
be used as reinforcement to absorb and spread compres-
sive loads, shocks and stresses to enable the use of low-
er-weight liners without reducing the performance of
the carton.

In copending application Ser. No. 13,577, assigned to
the Assignee of this invention, there is disclosed a coat-
ing method that is used to produce the line of the pres-
ent invention since the method provides a high produc-
tion capacity and capability to produce the hot-melt
adhesive line. The line has a compacted and shaped
adhesive coating tightly adhered to fibrous yarn. Be-
cause of the nature of the product, fibrous yarn must be
fed through a coating line at an economically feasible
speed. However, the speed at which the coating process
is carried out is dependent on variables including the
type of yarn, material of the yarn and properties of the
selected adhesive. This coating method is based on the
discovery that the yarn must be preconditioned with
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respect to tension and cross-sectional shape immedi-
ately before coating with adhesive and within the very
short residence time of the yarn in a bath of hot-melt
adhesive. Absent such preconditioning of the yarn,
there is an immediate stripping of any adhered coating
in the bath because of the speed at which the yarn is
pulled through the bath.

SUMMARY OF THE INVENTION

It is an object of the present invention to provide a
novel hot-melt adhesive line and an article of manufac-
ture including such adhesive line wherein the line is
comprised essentially of at least one bundle of fibrous
strands adhered interfibrously by the hot-melt adhesive
with an extruded coating of such adhesive compacted
and shaped to adhere onto a surface under an applied
flattening force after reheating of the adhesive.

It is a further object of the present invention to pro-
vide a novel hot-melt adhesive line for sirengthening
and reinforcing containers as well as for use as a tear
line and package seal on containers or packaging mate-
rials.

More particularly, the present invention provides a
hot-melt adhesive line comprised essentially of at least
one bundle of fibrous strands and a hot-melt adhesive in
sufficient quantity to effect interfibrous adhesion
through a heated dispersion throughout the fibrous
strands, the line having a preselected shape defined by
an extruded outer layer of compacted hot-melt adhesive
enclosing the fibrous strands for adhesion onto a surface
under an applied force sufficient to cause lateral spread-
ing of both the hot-melt adhesive and bundle of fibrous
strands from the preselected shape after reheating of the
hot-melt adhesive. In the preferred aspect of the present
invention, the fibrous strands are continuous in the bun-
dle and comprised of yarn produced from man-made
material. A plurality of bundles of the fibrous strands is,
when desired, adjoined together in side-by-side relation
to form a web-like tape.

The present invention further provides an article of
manufacture consisting essentially of a container wall
having at least one hot-melt adhesive line adhered
thereto, the line being comprised essentially of at least
one bundle of fibrous strands and a hot-melt adhesive in
sufficient quantity to effect interfibrous adhesion
through a heated dispersion throughout the fibrous
stands, the line being laterally spread from a preselected
shape defined by an extruded outer layer of compacted
hot-melt adhesive enclosing the fibrous strands for ad-
hesion onto a surface under an applied force sufficient
to cause lateral spreading of both the hot-melt adhesive
and bundle of fibrous strands after reheating of the
hot-melt adhesive, the line being structurally incorpo-
rated with the container wall by adherence.

These features and advantages of the present inven-
tion as well as others will be more fully understood
when the following description is read in light of the
accompanying drawings, and in which:

FIG. 1 illustrates one embodiment of the apparatus to
produce the hot-melt adhesive line;

FIG. 2 is an isometric view, partly in section, illus-
trating one embodiment of the hot-melt adhesive line
according to the present invention;

FIG. 3 is a view similar to FIG. 2 but illustrating a
further embodiment of the hot-melt adhesive line ac-
cording to the present invention;
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FIG. 4 is an isometric view, partly in section, of a
corrugated cardboard wall of a container, partly in
section, to illustrate one arrangement of the hot-melt
adhesive line according to the present invention; and

FIGS. 5-9 illustrate containers of various types and
including the hot-melt adhesive line according to the
present invention. :

A preferred arrangement of the apparatus to produce
the hot-melt adhesive line is shown in FIG. 1. The appa-
ratus includes a creel 10 to pay-out a plurality of bun-
dles of continuous filaments of yarn from spools 11 at
vertically, spaced-apart locations through openings in a
plate member 12. The creel includes the usual, weli-
known post member 13 extending horizontally and
supporting the spools of yarn. It is preferred to use a
‘man-made yarn made from high-grade polyester, nylon,
rayon or glass with a denier and tensile strength se-
lected to meet the required tensile strength of the pack-
age tape or line. The filaments or fibers are continuous
and in bundled form on the spools. Fibers or monofila-
ments having lengths of between 4-8 inches may be
reprocessed into continuous filaments in the bundles
which are wound on the spools. As will be described
hereinafter, the fibers of each bundle are coated with
hot-melt adhesive. The tensile strength of yarn suitable
for the intended result may be as low as 19 pounds per
square inch and as high as 120 pounds per square inch.

In the drawings, the yarn from five spools thereof is
drawn through vertically-spaced openings in plate 12
and fed under a nominal tension to a guide plate 14
having horizontally-spaced, yarn-receiving openings
that transpose the strands of yarn into horizontally-
spaced entry sites above a bath of hot-melt adhesive in
a tank 15. The adhesive in tank 15 is maintained above
the liquidus temperature thereof by heating elements
submerged and/or embedded within the walls of the
tank. The heating elements are coupled to a controlled
power supply in a manner which is per se well known in
the art to maintain the adhesive bath at a desired tem-
perature. The bath temperature is dependent upon the
particular adhesive with a softening point usually
within the range of 90° F. to 463° F., but typically at
250° F. A suitable adhesive is currently supplied and
available to the industry by Eastman Chemical Prod-
ucts, Inc. and Amsco Adhesives Division of Union Qil
of California.

While a nominal tension is maintained in the yarn
passed from plate 11 to plate 14, a controlled tension is
maintained in each bundle of yarn during its passage
within the bath of hot-melt adhesive. Moreover, the
yarn of the bundles is subjected to further precondition-
ing at the initial entry site into the bath by contact with
a guide roller 16 above the bath and a spreading roller
17 submerged in the bath. The strands or fibers of a
bundle contact an arcuate segment of the roller 17
which has a convex face surface chosen to open up the
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bundle of strands or fibers to facilitate penetration of .

adhesive. Various devices, such as dies, may be used to
achieve yarn preconditioning which includes a con-
trolled tension. Depending upon the denier of the yarn,
there is typically between 1000 and 1800 strands per
bundle. The nominal diameter of the bundle in spool-
form is 0.024 inch when made up of filaments having a
diameter of 1.33x 10—5inch. The selected denier of the
fibrous bundle will typically fall within the range of 500
denier to 2200 denier to thereby provide a specific or
desired tensile strength.
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In FIG. 1, three nips are formed by four roller mem-
bers 18, 19, 20 and 21 with aligned grooves along the
face surfaces of at least rollers 18, 19 and 20, but prefera-
bly each of the rollers. Tension is maintained on the
yarn by coupling the rollers to a suitable drive 22 which
is, in turn, connected to a motor 23 having a speed
controller to control the peripheral speed of the rollers
and thereby control the tension imposed on the yarn. By
maintaining the tension on the yarn at a desired level,
typically within the range of 2.5 pounds to 3.5 pounds,
complete contact and effective penetration of the adhe-
sive with the fibrous structure of the yarn are achieved
for high productive speed of operation. Tensioning of a
specific poundage on the fibrous yarn facilitates com-
plete penetration of adhesive throughout the yarn fi-
bers. In a typical coating operation, increasing the ve-
locity of the yarn through the bath will cause less adhe-
sive penetration. Regulation of the tension by an indi-
rect relation to the operating speed allows and makes
possible complete penetration regardless of machine
speed. For example: 3.02 pounds tension is necessary at
running speeds of 200 feet per minute per yarn strand
while at speeds of 300-400 feet per minute, a tension of
2.77 pounds is necessary. This tension change and speed
change are accomplished by using a speed controller
coupled to the machine via mechanical, if desired, and-
/or electrical connections. When a die or rollers 18-21
are used in the tank, the adhesive coating on the yarn is
passed through either the opening in the die or through
the grooves of the rollers to control the shape and the
adhesive content to the coating on the yarn. The tem-
perature of the rollers or dies is controlled by the flow
of a heating or cooling liquid along internal passage-
ways in a manner which is per se well known. The
adhesive is compacted to an increased density by extru-
sion onto the bundle of yarn passing from tank 15. The
nip formed by rollers 19 and 20 is above the surface 15A
of the adhesive bath; while the nip formed by rollers 18
and 19 is submerged within the bath. As the strands pass
from the bath around roller 21, the coating of adhesive
thereon is in a semisolidified state and subjected to fur-
ther extrusion by the nip formed by rollers 20 and 21.
The coating on the strands undergoes chilling within a
refrigerated cooling chamber 25. Chamber 25 is suitably
in the form of a tunnel formed by a hood 26 supported
on a base 27 used to carry refrigeration units for deliv-
ery of cooling air into the hood. The adhesive coating
on the yarn is solidified in cooling chamber 25 and
discharged to a chilling and forming station 28 where a
stack of rollers 29 is arranged one above the other with
horizontal axes of rotation. Four rollers 29 are shown
each driven by a shaft coupled to a gear drive 30 which
is, in turn, coupled to a motor 31. The adhesive-coated
yarn passes to and fro between the nips formed by con-
tacting rollers. The speed at which the rollers 29 rotate
in relation to the speed at which rollers 18 and 21 rotate
is controlled by the operation of motors 23 and 31 and
is determinative of the delivery tension imposed on the
yarn passing from the bath of hot-melt adhesive. A
forward or upstream tension is determined and con-
trolled by a nominal tension imposed on the yarn while
passing between plates 11 and 14 as well as between
rollers 16, 17 and 18. In this way, the tension on the
yarn, while passing through the bath of hot-melt adhe-
sive, is set and controlled so that the adhesive will pene-
trate and surround the fibrous structure of the yarn.

Returning now to the chilling and forming station 28,
the rollers 29 may, if desired, have grooved surfaces
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along their faces thereof to form the cooled adhesive
coating on the yarn into a desired shape. The coating on
the yarn upon contact with the rollers is chilled by a
substantial reduction to the temperature of the coating
since the coating does retain residual heat at the dis-
charge side of the refrigerated cooling chamber 25. If
desired, the rollers 29 may be constructed so that their
body portions join togethen the individual strands of
coated yarn to form a single tape or strand and thereby
provide a package seal sirip having a desired width.
When so joined, the package seal strip takes the form of
a tape comprised of laterally-spaced strands of yarn
joined by the mutual adherence of the coating thereon.

Upon discharge from the chilling and forming station
29, the individual strands of yarn with the hot-melt
adhesive coating thereon or a single web of adjoined
strands, as the case may be, are fed to a coiling station 32
where a plurality of winders 33 is coupled to a suitable
drive to coil the adhesive-coated yarn. When individual
strands ‘of yarn with the hot-melt adhesive coating
thereon are fed to the coiling siation, individual coilers
form the strands into spools for convenient handling
and shipping.

FIG. 2 illustrates an embodiment of the hot-melt
adhesive line wherein the diameter thereof, according
to a specific example, will fall within the range of 0.023
inch and 0.026 inch. An outer coating 48 resembling a
sheathing, although not discrete from the adhesive ad-
hered to the individual fibers and effecting interfibrous
adhesion, will be between about 0.005 inch and 0.006
inch. About 49% by weight per unit length of the line is
adhesive whereby 51% by weight per unit length repre-
sents the bundie of fibrous strands. The strands are
identified in FIG. 2 by reference numeral 42. The
strands each has a nominal tensile strength of about 19
pounds when a 1000-denier bundle of strands is used.

FIG. 3 illustrates an adjcined side-by-side relation of
bundles of fibrous strands with hot-melt adhesive dis-
persed throughout the fibers of each bundle and the
bundles joined together in side-by-side relation by thin
web sections 44 comprised of hot-melt adhesive. Two
or more hot-melt adhesive strands 46 may be joined
together into web-like form or sirip, there being four
such strands shown in FIG. 4. The number of bundles of
fibrous strands with hot-melt adhesive dispersed
throughout and with a coating thereon may be selected
to provide a tape that is one-half inch in width. Each
strand may be 0.024 inch wide. By controiling the ten-
sion and the lateral spreading of the bundles entering
the bath of hot-melt adhesive, a specific distribution of
fibers into bundles is achieved and a width control for
wide tape is acquired.

FIG. 4 illustrates one embodiment of an article of
manufacture according to the present invention which
includes the hot-melt adhesive line as described above.
In FIG. 4, a layer 48 of a corrugated medium or fluting
is adhered to one face surface of a liner board 50. The
remaining face area of the fluting 48 is adhered to one
face surface of a liner board 52. Between the fluting 48
and the liner board 52 there extends a hot-melt adhesive
line 54 transverse to the corrugations of the fluting, The
hot-melt adhesive line is used by reheating the adhesive
content thereof to the softening point as given hereinbe-
fore and then fed between the fluting and the outer liner
during the assembly process of the cardboard. As the
fluting and the outer liner are brought into contact with
the reheated adhesive of the line, the adhesive under-
goes cooling whereby the line adheres to both the flut-
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ing and the outer liner. This increases the bond between
the fluting and the liner and, more importantly, rein-
forces the cardboard. During assembly of the card-
board, the liners are brought into contact with rollers
under tension which imposes an applied pressure to the
hot-melt adhesive line, causing spreading thereof. Lat-
eral spreading of the line maximizes strengthening and
reinforcement of the cardboard for its intended use as an
article of manufacture forming a carton wall. Lateral
spreading of the hot-melt adhesive line during applica-
tion to a container wall whether incorporated within
the cardboard as just described in regard to FIG. 4 or
applied to a face surface of the cardboard, kraft paper,
etc., increases the contact area therewith. It has been
found that spreading of the heated hot-melt adhesive
line is uniform so that there is lateral spreading of not
only the compacted adhesive coating but also the bun-
dle of fibrous strands with hot-melt adhesive dispersed
throughout the strands. Stated differently, the reduction
to the thickness of the hot-melt adhesive line under an
applied pressure is uniform, whereby there is a thickness
reduction to both, the compacted coating of adhesive
and the fibrous strands. In a typical example, a hot-melt
adhesive line having a nominal diameter of 0.024 inch is
applied, after reheating, under a nominal pressure of 2
pounds at the application point where the line under-
goes lateral spreading to a width of § inch. This line had
an adhesive content of 49%. The adhesive content of
the line affects the spreading. Moreover, spreading is a
function of the denier of the bundle of fibers, the se-
lected adhesive and the percent of adhesive as well as
heat and pressure at the application point. Typically,
the fibrous tearing bond with a substrate produces an
ASTM pull-away strength of 12.4 pounds per inch. The
integrity of the adhesive after spreading remains effec-
tive for interfibrous adhesion.

FIG. 5 is intended to illustrate a standard 200-pound
test carton for undergoing a standard ASTM compres-
sive load test. The carton measures 12" X 12X 12" and
is made from cardboard having a 33-pound outer liner,
a 26-pound fluting and a 33-pound inner liner. Such a
standard test carton without the inclusion of a hot-melt
adhesive line has a 2.7-inch deflection and a maximum
compressive strength of 537 pounds. With the addition
of a hot-melt adhesive line in the manner previously
described in regard to FIG. 4 into a standard test carton,
the compressive strength was materially increased. It
was found that the compressive strength is increased to
725 pounds and deflection was increased to 3 inches
when six strands of a hot-melt adhesive line were incor-
porated into each of the four side walls of the container.
One length of a hot-melt adhesive line 60 is arranged
one-half inch from the top of the carton and another line
62 is spaced one inch below line 0. Lines 64 and 66 are
spaced one inch from the center line to the height of the
carton. Line 8 is spaced one-half inch from the bottom
of the carton and line 70 is spaced one inch above line
68. This addition of a hot-melt adhesive line to the test
carton produced about 2 26% improvement to the com-
pressive strength of the carton. The adhesive line used
for reinforcing the test carton bad a weight of 0.61
pound per 1000 yards. Thus, the increase in weight to
the carton due to the addition of a hot-melt adhesive
line was less than 0.06 ounce and considered to be an
insignificant weight increase.

FIG. 6 illustrates a container having side walls 72
with hand-holes 74 produced by openings therein. A
selected length of a hot-melt adhesive line 76 is used to
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reinforce the container by arranging the line to extend
about the side walls as shown in FIG. 6. The hot-melt
adhesive line may take the form shown in FIG. 2 or 3
and arranged within the container wall in the manner
already described in regard to FIG. 4.

FIG. 7 illustrates a still further use of the hot-melt
adhesive line and an article of manufacture made there-
from having a reinforced and strengthened container
wall. The container is made up of kraftboard or card-
board walls 78. The top wall of the container includes
strap handles 806 attached thereto. The handles are
spaced from one another by a suitably desired distance
and between the handles there extends two spaced-
apart and parallel lengths of hot-melt adhesive line 82.
The lines 82 are extended along opposed end walls and
the bottom wall of the container. The container is rein-
forced by the lengths of the hot-melt adhesive line to
withstand the load imposed on the container by lifting
and carrying the container and the content therein
through the use of the handles 80. It is to be appreciated,
of course, that the hot-melt adhesive line not only
strengthens the container but reinforces the container
against bulging either externally or internally under an
applied force.

FIG. 8 illustrates packaging for loose material
wherein the container has walls that are made from
overlying sheets 84 of kraft paper and bonded together
by a selected length of hot-melt adhesive line 86 ad-
hered between the sheets. Depending upon the required
strength and reinforcement, each of the usual three or
five sheets of kraft paper may have a length of a hot-
melt adhesive line interposed therebetween or simply a
hot-melt adhesive line disposed between two of the
kraft paper sheets forming the wall of the container.
The line may extend horizontally about the packaging
container to increase bulge resistance. The line may also
extend vertically. Essentially, the container is made up
of walls constructed in this manner and closed along
peripheral edge margins by stitching or other means to
form a compartment for loose material.

FIG. 9 illustrates an article of manufacture according
to the present invention wherein a hot-melt adhesive
line is attached to the face surface of packaging 88 to
form a tear strip. The packaging 88 includes a cello-
phane blister portion 90 adhered to a backing wall 92. A
length of hot-melt adhesive line 94 is adhered to the
backing wall. Suitable instructions may be printed on
the backing wall for applying the necessary stripping
force to the length of hot-melt adhesive to thereby tear
the backing wall along a strip defined by the adhered
hot-melt adhesive line. It is to be understood, of course,
that the hot-melt adhesive line may be applied to other
surfaces of packaging to form a tear line. Such surfaces
may be defined on any suitable material to which hot-
melt adhesive will adhere with sufficient force to shear
the packaging material without separation by stripping
therefrom.

Although the invention has been shown in connec-
tion with certain specific embodiments, it will be readily
" apparent to those skilled in the art that various changes
in form and arrangement of parts may be made to suit
requirements without departing from the spirit and
scope of the invention.

We claim as our invention:

1. A hot-melt adhesive line comprised of at least one
bundle of fibrous strands and a hot-melt adhesive in
sufficient quantity to effect interfibrous adhesion
throughout the fibrous strands, the fibrous strands of
said bundle having a denier of between 500 and 2200,
said line having a preselected shape defined by an ex-
truded outer layer of compacted hot-melt adhesive
enclosing the bundle of fibrous strands, said line being
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adapted to adhere to a surface under an applied force
causing lateral spreading and a reduction in thickness of
both the hot-melt adhesive and bundle of fibrous strands
from said preselected shape after reheating of the hot-
melt adhesive and under application of said applied
force.

2. The hot-melt adhesive line according to claim 1
wherein said fibrous strands are continuous in the bun-
dle.

3. The hot-melt adhesive line according to claim 1
wherein said fibrous strands are man-made.

4. The hot-melt adhesive line according to claim 1
wherein bundles of said fibrous strands with hot-melt
adhesive dispersed throughout the fibers of each bundle
are adjoined together in side-by-side relation by said
extruded outer layer of adhesive in web-like form.

5. The hot-melt adhesive line according to claim 1
wherein the weight of said fibrous strands per unit
length of line is about 51% of the weight of said hot-
melt adhesive.

6. The hot-melt adhesive line according to claim 1
wherein said fibrous strands are comprised of fibrous
yarn.

7. An article of manufacture consisting essentially of

. a container wall having at least one hot-melt adhesive

line adhered thereto, said line being comprised of at
least one bundle of fibrous strands and a hot-melt adhe-
sive in sufficient quantity to effect interfibrous adhesion
throughout the fibrous strands, the fibrous strands of
said bundle having a denier of between 500 and 2200,
said line being laterally spread from a preselected shape
defined by an extruded outer layer of compacted hot-
melt adhesive enclosing the fibrous strands for adhesion
onto a surface under an applied force sufficient to cause
lateral spreading and a reduction to the thickness of
both the hot-melt adhesive and bundle df fibrous strands
after reheating of the hot-melt adhesive, said line being
structurally incorporated with the container wall by
adherence.

8. The article of manufacture according to claim 7
wherein said fibrous strands are continuous in the bun-
dle.

9. The article of manufacture according to claim 7
wherein said fibrous strands with hot-melt adhesive
dispersed throughout said bundle are adjoined together
in side-by-side relation by said extruded outer layer of
adhesive in web-like form. .

10. The article of manufacture according to-claim 7
wherein said fibrous strands are man-made.

11. The article of manufacture according to claim 7
wherein said line is continuous along said container wall
for reinforcement thereof.

12. The article of manufacture according to claim 7
wherein said container wall includes multilayers of a
web, said line being adhered onto at least one of said
multilayers of a web to reinforce and strengthen the
container wall.

13. The article of manufacture according to claim 7
wherein said container wall includes a corrngated me-
dium with said line adhered thereto.

14. The article of manufacture according to claim 7
wherein said ' container wall includes a facing web
joined to a corrugated medium with said line adhered to
either of said facing web or corrugated medium.

15. The article of manufacture according to claim 7
wherein said line defines a tear-tape on said container
wall.

16. The article of manufacture according to claim 7
wherein said container wall includes corrugated board

with said line adhered to component parts thereof.
* * * * &



